gm Map AAP DILLA эм "nose. EE 
Work Order ID 88732 * * Page | 
Nor 2 "ВААЙ _ | 
Item ID: CD3562041 7) Accept * * Setup Start * * 
Revision ID: м9000401 nn NS1 
Item Name: Step Assembly, LH Stop Ж N с 9 * 
Start Date: 8/01/12 Start Qty: 1.00 ж4% Cust Нет ID: 
Required Date: 8/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
кык к ран канын дастаны ан py REED e = ааваараа аара R Start : 
Approvals: Process Plan: | ..., Date: __  , Tooling: iw eiu BAS. -.. m o ig i “М Р 1 © 

QC: |. | 2222222 Dae | /— — . _ SPC (Y/N): || рае: | | o Sep * N R V 


Sequence 107 Operation Set Up)  ToolID Tool# Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
Revision Nbr 


; D3562 Rev E 
100 0.00 
* 4 n n* Large Fab / / 
Large Fab Memo 0.00 ЕЕ D 2.2 oy А ol 
Large Fab ]-Cut D2622 extrusion as per Dwg D3562 
2-Deburr and bevel ends for welding 

110 QC6- Inspect dimensions to drawing 0.00 бу. 
* * / 

440 X u ЖС» 08-0) 
QC Memo 0.00 
Quality Control ` 
120 Chemical Conversion Coat per 0$1005 4.1 0.00 | 

X Ке 

*420* 4. Aog 
HandFinish Memo 0.00 


Hand Finishing 


Work Order ID 8873 х997372* Раре 2 
August-01-12 6:55:33 AM ü 
Item ID: D3562-041 Accept * * 
к NOO0004A01 ON Setup Start *NQ 1 * 
Revision ID: 
Item Name: | Step Assembly, LH Stop * N с 2 ж 
Start Date: 8/01/12 Start Qty: 1.00 Ak Cust Item ID: 
Required Date: 8/06/12 Req'd Qty: 1.00 *4 * Customer: los 
Reference: 
Е nuc M === 55 оа 7 Run Start ж * 
Approvals: Process Plan: Әлі: Tooling: Date: N R 1 
Sto 
ос | Па: SPC(Y/Ny Е Date: |. o Р ж М R 9 * 
Sequence ш à o р Operation е di “Set Up/ Е "ToolID Тооі# Plan Accept “Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 QC3- Inspect Part Finish 0.00 
“420% PAM ОБИ 24 
QC Memo | 0.00 12:09 -of 
Quality Control 
140 0.00 
k 4 AN* Small Fab / 4 A 
Small Fab Memo 0.00 MO 2 2 
Small Fab 1- Transfer drill Rivet holes as per dwg 03562. / о ” 


2-Touch-up rivet holes with alodine as per dwg 43562 
3-Rivet legs using Magnabond as per dwg D3562. 

ж Есуге to wipe off any exess magnobond ****** 
AJR Magnabond 6398 Batch: 


150 QC5- Inspect part completeness to step on W/O 0.00 

RS «А5 dea ао 
Ақа (SS « А 

QC Memo 0.00 8-2 

Quality Control BÀ 


Work Order ID 88732 
August-01-12 6:55:33 AM 


*RA732* 0 ЕО 


Item ID: D3562-041 


Accept * * Setup Start * * 
Revision ID: №9000401 nn . NS1 
Item Name: Step Assembly, LH Stop Ж Мед * 
Start Date: 8/01/12 Start Qty: 1.00 *1* Cust Item ID: 
Required Date: 8/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
ЕТА УЧ ig CERTES E E CRM aay 522) = " А С Вип Start д * 
Approvals: Process Plan: рае: Tooling: Date: _ М R 1 
Stop 
: : Н : * * 
ос . |. Date SPC (Y/N) Date N R 2 
Sequence ID Operation == Ее Set Up ЕЕЕ Tool ID Тооі# Plan Accept й Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 0.00 
* 4 R n* Large Fab / А, 
Large Fab Memo 0.00 7 бе o 
Large Fab 1-Weld end caps as per Dwg d3562 & QSI 004. Inspect for foreign objects as (ee og- = 
рег QSI 024. 


AlRAluminum Rod 77542066 LE А 


2-Grind end сар welds flush as per Dwg 03562. 


170 QC10- Inspect visual per QSI004- ground welds 0.00 
*470* OAS y; | 
6 o S uc "€ 
QC Memo 0.00 М 1 S 
Quality Control f 
180 QCS- Inspect part completeness to step on W/O 0.00 
ML (А? D. 
QC . 0.00 4 \ қ 
| Memo 46 a об o2 
Quality Control -8> 


ud 


+ 
t 


Du 


“ 


Work Order ID 


8732 


* * А Ра 
ре 4 
August-01-12 6:55:33 AM : 88732 * 
Item ID: D3562-041 Б | М Accept * | * Setup Start Ж * 
Revision ID: м9000401 nn 'NS1 
Item Name: | Step Assembly, LH . f Stop ҹ N Q 2 ж 
Start Date: 8/01/12 Start Qty: 1.00 х4% Cust Item ID: | 
Required Date: 8/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 5 
| LR > = Run Start `% * 
Approvals: ` Process Plan: eee Date: | Tooling: Date СЕЗШ N R 1 
е 5 : Stop í ! 
: : : * * 
QC _ Date: 0 SPC (Y/N) Date N R ? 
Sequence ID/ - Operation р | ‘Set Up/ Tool ID Tool# Plan Accept | ‘Reject Reject Insp. | 
Work Center ID Description | Run Hours Code Qty Qty Number Stamp 1 Я 
190 Chemical Conversion Coat рег 051005 4.1 0.00 ы Ы | . | Е 
*4an* | 1.8.60 (2/0962, 
HandFinish Memo 0.00 m 177 s 
Hand Finishing | E | | 
200 White Gloss(Ref:4.3.5.1) per 051005 4.3-Alum 0.00 : x 
жопа” | 8 E 1263/02 
Powdercoat Memo 000 * : 
Powder Coating START TIME: ү 
. OVEN TEMPERATURE: oer © WIZI УЧ! 
FINISH, ЖІМЕ:. D 
210 Wing Walk as рег dwg 051005 4:4 Batch 122. Sa ) 000 А 
РАТТЫ | . | L..& >?) 120903-- 
HandFinish Memo 0.00 


Hand Finishing 


Work Order ID 88732 
August 01-12 6:35:33 АМ 


*RR732* 


Page 5 


Item ID: D3562-041 


Accept 


*Nonnnan1nn* 


Setup Start Ж * 
Revision ID: N S 1 
Item Name: | Step Assembly, LH Stop * N с 2 ж 
Start Date: 8/01/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 8/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
А n 7 Run Start Жж * 
Approvals: Process Plan: . | Date: | |... Tooling: Date: N R 1 
Sto 
Qc: Date SPC (Y/N): =. _ pate: | P ж МІ R 2 * 
Sequence ID/ Operation 7 Set Up/ ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
220 QC3- Inspect Part Finish 0.00 
*290* [N aos б, 
ос Мето 0.00 хи i © 
Quality Control 
230 Identify as рег dwg & Stock Location: — 0.00 y 
жопе 3 
Packaging Memo 0.00 T E | 
Packaging 
240 QC21- Final Inspection - Work Order Release 0.00 
*2A(0Y* MES NL 
T C 
QC Memo 0.00 


Quality Control 


з 


Picklist Print 


Page 1 » 
August-01-12 6:55:32 AM Pd 


Work Order ID: 88732 с 
Parent Item: D3562-041 Start Date: 8/01/12 Required Date: 8/06/12 
Parent Item Name: Step Assembly, LH Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP Rev:A New Issue 06-11-09 JLM 
IPP revB ЕСМ987 07.10.09 EC verified by: DD 


IPP Rev:C ЕСМ1048 07-12-18 DD verified by:ec 
ІРР Rev:D 08-07-28 add chemical conversion coat DD verified by:EC 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Обу on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Нет Location Location Seq ID Measure Hand Qty Issued Issued 
D2622-120C “т Қасен No 100 Еа 95.8900 1 1 ( JOE 
Step Extrusion cera s ж -à $^ (Sy 
Location Loc Qty Loc Code 
HALL 16.37 
46910 2 
64409 6 
66970 77 
68293 0.25 
72131 0.42 
WA 70.16 
81507 2.88 ` 
83894 67.28 ( 7 ) 
——— = 
УУА013 9.36 
75781 2 
77612 7.36 2 
р2734 Manufactured № 140 Each 89.0000 2 2 2, " 
Step End Plate - /2 O8 ex 
Location Loc Qty Loc Code 
WA 89 
80682 8 
84563 4l БУ, 


7 88089 40 


D3560-041 Manufactured | Ne 140 Each 0.0000 1 1 VA 

Arm Weldment 5 #0254 — — Ёё L г? : og. 2 / 
3560-043 Manufactured No + Ibl zl )wo Each 0.0000 1 1 ZF, | 

Arm Weldment 5 foe і І УА a Ox PA of. 


5 


Picklist Print 
August-01-12 6:55:33 AM 


Work Order ID: 88732 
Parent Item: D3562-041 
Parent Item Name: Step Assembly, LH 


MS20600-AD4W5 
Blind Rivet 


Purchased 


Page 2 


August-01-12 6:55:33 AM 


Start Date: 8/01/12 
Start Qty: 1.00 


Required Date: 8/06/12 
Required Qty: 1.00 


No 160 Each 519.0000 32 
Location Loc Oty Loc Code 
ST321 519 
121255 19 
121349 200 
121652 300 
Shop Packet Print 


uA SU 


Je 08,02 


Page2 


03562-1, — D3560-043 ARM WELDMENT 03560-044 ARM WELDMENT 
MAKE FROM 
EXTRUSION D2622 D3562-1, | 
D3560-041 ARM WELDMENT D3560-042 ARM WELDMENT MAKE FROM 
EXTRUSION D2622 
mes vr SELES co Е 
Y BLACK U TOUCH U 
ANTLSKID ON WITH CHEMICAL CONVERSION даа 
TOP SURFACE COAT BEFORE RIVETING ANTI-SKID ON 
TO BOTTOM (85 (32 PLACES PER STEP) TOP SURFACE 
OF TOP RADIUS 10 BOTTOM 
A қ OF TOP RADIUS. 
p Кш tages 7. & 
“ < 
РА P 
T 4 T REFER TO STEP 
| [| 5 d 2 END DETAIL 
4.30 71707 —N 2 (REF) 4.30 
a INSTALL MS20600AD4W5 RIVET А 
(Ы, (32 PLACES PER STEP) 95-15 
c MEASURED BEFORENEND-GAPS WELDED IN PLACE MEASURED BEFORE END CAPS WELDED IN PLACE c 
FWD ы FWD ў 
ROUND CORNER OF EXTRUSION TO 
MATCH BEND RADIUS OF END PLATE 
1.00 
NOTE: ALL WELDS SHALL BE 10096 
VISUALLY INSPECTED BY A — 
QUALIFIED INSPECTOR PER ЕЁ 
DART QS} 004 
B B 
2 ) 
D3562-041 LH STEP ASSEMBLY ( 
D3562-041 LH STEP ASSEMBLY TYPICAL STEP END DETAIL D3562-042 RH STEP ASSEMBLY 
NOTES: 
2 НИЕ NIA ғ | Е | ADD QTY (2) TO D2734 END PLATE ON D3562-042 PH 08.01.11 
i) CHEMICAL CONVERSION COAT STEP EXTRUSION | REMOVE D2808 SPACER NOTE; REORAWN ІМ DC 07.1145 
PER DART QS! 005 4.1 BEFORE ASSEMBLY SOLIDWORKS SE 12 
ii) POWDER COAT ASSEMBLY HEY SANDTEK (4 3. SOR С | NOW MAGNOBOND, ADD 02808. REMOVE 4 RIVETS cP 07.06.19 
.3.5. QTY QTY 1 
BLACK SANDTEX (4.3.5.7) OR | -04 | 242 EN DESCRIPTION EUN 070115 
iii) BLACK ANTI-SKID PAINT PER DART QS 005 ^ paan UE PARRAS OS ne. ЕЕ. 03562-041 LH STEP ASSEMBLY A 06.09.26 
iii) - : X  |03562-042 RH STEP ASSEMBLY REV. 
3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED | DESIGN 
A | 4) UNITS: INCHES UNLESS OTHERWISE NOTED 1 03560041 ai WELDMENT DART AEROSPACE LTD A 
5) BREAK SHARP EDGES: 0.005 TO 0.010 MAX 1 535602042 ARM WELDMENT HAWKESBURY, ONTARIO, CANADA 
6) IDENTIFICATION: NONE 1 3560-043 ARM WELDMENT DRAWING NO. REV.E 
7) WEIGHT: 8.79 Ibs Р 03562 | 
8) INSTALL ARM WELDMENTS WITH A LAYER OF MAGNOBOND 6398 BETWEEN 1 03560-044 ARM WELDMENT NN 2) SHEET 1 OF 1 
THE ARM WELDMENT AND STEP EXTRUSION. FILL ANY TOOLING HOLES WITH APPROVED 9 TITLE SCALE 
MAGNOBOND 6398. CLEAN OFF EXCESS BEFORE POWDER COATING. 32 | 32  |MS20800AD4W5 | RIVET it ЅТЕР ASSEMBLY is 
9) WELDING: PER DART QSI 004 2 2- |62734 END PLATE A S A i AAT EOE 
5 


DQA: Date: 
NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE i 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Smali Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


PO UFAUTCATEGORY 000000000001 CATEGORY 
Landing Gear General 
Ш Bending Е Вепа Е Grain Ovalized Pressure/Forced 
Ш Centre Not Concentric to 0/5 Ш BOM/Route Ж Hardware Over/Under tolerance Temperature/Cure 
E Cracks E Broken/Damaged Е Inspection Incomplete Part Incorrect Weld 
Ш Crushed/Crimped. a Burrs ni Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Е Cuffs Е Contamination Е Maintenance Part Moved 
Р | Неаї Тгеаї Ww Countersink Е Mislabeled Positioned Wrong 
E Inspection Strip in Tube М Cut Too Short z= Misread Power Loss/Surge ІШ Other 
= Ripples in Bend a Drill Holes E Offset 
Ш Torque Waves in Extrusion Ш Drawing m Out of Calibration 
N Turning Sequence B Finish Ж Out of Sequence 
Ш Wave/Twist іп Tube m" Folio Bi Outside Dimensions 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


ая” 


HELICOPTER SERVICES 


Sales Rep: 


Request For Quote O | 
Sale Order (3 | 


Customer Name: Bristow US LLC 


Date of Creation 


RFQ/S.O/P.O. Number. 


Purchase Order Ш 


31-Jul-2012 


Bristow Alaska Inc 


Contact Name: 


Mike Kirkendall 


Contact Name: Mike Kirkendall 


Contact Phone: 


907-452-1197 


Customer P.O.: Warranty CSR12-113PO 739085 


Customer Code: 


Customer 


Billing Details 
Shaded areas 


must be filled in Postal Code 


Country! 


Special Instructions: 


Customer 


1915 Donald Avenue 


‘Shipping Details 
Shaded areas 


City / State 


Fairbanks, AK 


must be filled in 


Postal Code 


99701 


Method of Payment: 


Country 


US 
N/A 


Card Holder Name: 


N/A 


N/A 


Customer Website: 


Contact e-mail : 


Freight Forwarder: 


Federal Express 


Account #: 


1517-9324-0 DAS ` 


Type of Service: 


Int'l Priority 


Return Authorization 


Product 


Availability Product Description 


Product Number 


D3562-041 Step Weldment 


Ppd/Chg USD С 


Customs 
Included Г] 


Discount 


Per Unit Invoice 


Amount 


ustomer 


DHS DHS Invoice 
Commission Amount 


о |е = 
A| € 


€e|ejejeie 


All figures are in US dollars 


DHS INTERNAL 


CSR12-113. Replacement step weldment for D412-630-023 B22511, per 
agreement BBeckett & PMcDonald. Ship Aug 15 or sooner. 


H:\Forms\Sales Customer Order Processing\Approved SCOP Online/DHS-No Charge revN 


ој ој о | || о || о | оо | е 


ө ој ele! өө | ө| ө 


COMMENTS FOR PURCHASE ORDER 


ON PACKING SLIP: CSR12-113. Replacement step weldment for D412-630-023 В22511. 


DQA: Date: 
NCR: Yes / No 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 
AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube 
Machining Small Fab 
Thermoforming ' Finishing 
Large Fab Composite 


| Root Description of work order update Initial Action Sign & 
| Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


DISPOSITI 
Work Order: PRION 


Water Jet 
Prod. Eng. Coor. 


Rework 
Part No. Scrap 


Engineering 

Quality 

Rec/Store/Packaging Other 
Supplier 


Use-as-is 


NCR No. Work Order Update 


Landing Gear 
| [Bending 
i Centre Not Concentric to O/S 
Ш Cracks 
BE Crushed/Crimped. 
Ш Cuffs 
Ш Heat Treat 
m Inspection Strip in Tube 
Е Ripples in Bend 
E Torque Waves in Extrusion 
и Turning Sequence 
Ш Wave/Twist іп Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


General 
| Вепа 
| |BOM/Route 
(| Broken/Damaged 
Burrs 
a Contamination 
| Countersink 
mE Cut Too Short 
Е Drill Holes 
8 Drawing 
| Finish 
| Folio 


FAULT AULT CATEGORY 0000000000000 LLL LL 


E Grain 

Ш Нагамаге 

EN inspection Incomplete 

Ш Instructions Incomplete/Unclear 
E Maintenance 

| |Mislabeled 


М Misread 
и Offset 


Ш Out of Calibration 
ІШ Out of Sequence 
т Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


|| Other 


